-12 2: > 10 PM e 


Y ае 


"D3391 -023 


Item Name: Mid Tube Assembly 


s аг; Date: 


p Start Νοκ 
*NS2* 


*Nonnn4n4 no* 


Stop 


11/07/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 11/23/12 Req'd Qty: 1.00 *4 * Customer: 
‚Reference: 
ИР si A a I 77 i τν πο аси ye ü Run Start x * 
АРРА: Process Pian: μι: Date: \2.-\\-©® Tooling: ἑ Рае М R 1 
SU Stop 
QC: Pn" 7 Date: SPG ο И Date: - —_— E * N R 5 
Seg Sequence D | _ Operation | Set Up i ToolID Tool# Plan ` Accept Reject Reject Insp. I 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
: Draw Nbr Revision Nbr 
` 23391 1 = 
100 0.00 I ΠΣ ES 
* 4 nn* Skidtubes 
.Skidtubes Memo 0.00 x ae л 
Skidtubes 1-Cut tube to finish length as рег Dwg D3391 
2-Driil pilot holes using DT8796 (Do not drill "B" holes) and drill only 1 fwd 
saddle hole on one side only as per Dwg D3391 
3-Open saddles and GHW holes to 00.375" exept for fwd saddle hole of detail ит d 
"үн 
4-Remove .030" from Fwd indexing Ridge as per Dwg 03391 
5-Remove indexing ridge on Fwd & Aft end of skidtube as рег Dwg 03391 
6-Deburr 
7-Drill #30 pilot holes using wearplate Jig DT8217 Identify 00.250" holes with / y = / p p Es 
paint marker, 
***DO NOT DRILL HOLES 23-19-20 FROM FWD END OF JIG 
d 8-Open wearplate holes of D3391-023 assembly detail section G-G to 60.250" 
E (10 holes) as per Dwg D3391 
9-Open wearplate holes of D3391-023 assem, 
00.297" (20 holes) as рег Dwg 03391 
***DO NOT OPEN 2 MOST FWD WEARP( Ad 


Work Order: 


NCR: Yes / No 


Part No. 


Landing Gear 


m Bending 


m Centre Not Concentric to O/S- 


nm Cracks 


nm Crushed/Crimped. 

m Cuffs 

№ Ηεαί Treat 

Ш Inspection Strip in Tube 
Ш Ripples т Bend 

Ш Torque Waves in Extrusion 
Ш Turning Sequence 

Ш Wave/Twist in Tube 


H:/ FORMS/Quality Assurance\approved QA/NCRWO Rev G 
I 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Rework 

Scrap 

Use-as-is 

Work Order Update 


General 
Ш Вепа 
| |BOM/Route 
u Broken/Damaged 
Burrs 
|| Contamination 
u Countersink 
u Cut Too Short 
| [Drill Holes 
u Drawing 
αι 
u Folio 


OA Closed: Date: 


DOA: Date: 


AGAINST DEPARTMENT/PROCESS 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


FAULT E | 


u Grain 

u Hardware 

u Inspection Incomplete 

u Instructions Incomplete/Unclear 
u Maintenance 

| Mislabeled 


u Misread 
u Offset 


m Out of Calibration 
м Ош of Sequence 
u Outside Dimensions 


Crosstube 
Small Fab 
Finishing 
Composite 


Water Jet 
Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Ovalized 


Over/Under tolerance 


Part Incorrect 


Part Lost/Missing 
Part Moved 
Positioned Wrong 


Power Loss/Surge 


Engineering 
Quality 
Other 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


|| Other 


Е.Е 


«πο ο PEIUS die 


Work Order ID 92687. 
- вё 07-12 2:33:10 РМ 


*02RR7* Page? 


D3391 023 mE | Accept *Nonnnan1 nn* Setup Start *NS 1 * 


Mid Tube Assembly Stop ж N S 2 * 
i Stárti Date: — 11/07/12 Start Qty: 1.00 *4* Cust Item ID: 
- Required Date: 11/23/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
nds š ccr pp š й um | Run Start % * 
Approvals: Process Plan: Фа:  .  — Tooling: «(Date | | — N R1 
Sto 
QC: |... Date: SPC (Y/N): Date: P ж М R 2 * 
Sequence ID/ o Operation | ІС Set Up/ τ ToolIÐ Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 


10-Open .375" holes to .438" ***do not open fwd saddle holes*** 


11-Locate D3391-021 in D3391-023 at 9.00" (see view 2-2) — ДУМА 


| 12- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all 
| remaining fwd saddle holes using DT 8149 locating from previusly drill .188" 
dia hole, using t-pins and clicos to ensure perfect allingment, open up previusly — К /7 А 
tranfer drilled pilot holes іп D3391-023/-021 to 0.438" dia. in D3391-021 


13- Using DT8217, locating from two previusly drilled holes, drill remaining A) 
wearplate holes into D3391-021. JA 


14- Locating from two fwd wearplate holes in D3391 -023 drill remaining 6 __ АМА 
wearplte holes in D3391-021 using DT8937 


15- Open 12 wearplate holes in D3391-021 to 0.297" dia. 一 N/A 
16- insert D3391-021 into D3391-23 ”一 N iA i /2 а 12 - (5 
17- insert T-pins into first and third fwd saddle holes 一 N/A 


18- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" 
as per 


19- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". 


20-Deburr and blow out all chips from inside tube, scribe batch # in D3391-023 
at aft end. 


DQA: Date: N 


NCR: ves / No WORK ORDER NON-CONFORMANCE / UPDATE е 
EN QA Closed: Date: 


M | | DISPOSITION AGAINST DEPARTMENT/PROCESS 
ork O der: 
| Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
cues. Date | Step | Qty or Non-conformance Chief Eng Description Date Verification ОС Inspector 


FAULT E FAULTCATEGORY | 
Landing Gear General 
m Bending n Bend u Grain Ovalized Pressure/Forced 
| м Centre Not Concentric to O/S м BOM/Route u Hardware Over/Under tolerance Temperature/Cure 
| u Cracks u Broken/Damaged m Inspection Incomplete Part Incorrect Weld 
| || Crushed/Crimped. m Burrs Е Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
м Cuffs Ш Contamination lš Maintenance Part Moved 
| m Heat Treat - im Countersink ш Mislabeled Positioned Wrong 
| m Inspection Strip in Tube iB Cut Too Short m Misread Power Loss/Surge u Other 
| {Ripples in Bend | [Drill Holes | [offset 
BE Torque Waves in Extrusion gl Drawing u Out of Calibration 
| || Turning Sequence || Finish u Out of Sequence 


| E Wave/Twist in Tube 
H:/FORMS/Quality Assurancelapproved QA/NCRWO Rev G 


E Folio 


и Outside Dimensions 


Emir cometas 3 = Bo en ο ο En IIT 


Work Order ID 92687 
N ovember-07-1 2 2 :3 3:10 РМ 


#02687 


D3391-023 


Accept 


Item ID: 

Revision ID: 

item Name: Mid Tube Assembly 

Start|Date: 11/07/12 Start Qty: 1.00 *4* 

Required Date: 11/23/12 Req'd Qty: 1.00 *4* 

t n 
: Reference: 
Approvals: Process Plan: Date Tooling: 
| QC: .. Date SPC (Y/N): 

Sequence IV Ὃ Operation - ΠΕ SeUp ———— 
Work Center ID Description Run Hours 
110 QC5- Inspect part completeness to step on W/O 0.00 А 
*440* 6 he 
QC | Μεπιο 0.00 9-6 
Quality, Control 

120 | Chemical Conversion Coat рег QSI005 4.1 0.00 

*490* 

HandFinish Memo 0.00 

Hand Finishing 

130 > QC7-Inspect Chemical Conversion Coat 0.00 

*4 a* 
QC , Memo 0.00 


Quality Control 


КЕКТИ 
ο. αι. :. . 


“No 


Ω 


ПАП 100” Setup Start Е 


Stop * М Q 2 κ 
Cust Пет ID: 
Customer: 
mn š Run Start x * 
Date TREE N R 1 
Sto 
Date: P x NRO* 
. ToolID Tool# Plan Accept Reject Reject Insp. 
Code Qty Number Stamp 
ade’ 


ООА: Date: 


NCR: !Yes / № WORK ORDER NON-CONFORMANCE / UPDATE Ux 
QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


| Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NER NO. — Τα Work Order Update Large Fab Composite Supplier 


Root i Description of work order update Initial Action Sign & 
Cause ` Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


ИУ 


E FAUTCATEGORY — μα μμ μμ μ.μ”. CATEGORY 
Landing Gear General 
i м Bending u Bend E Grain Ovalized Pressure/Forced 
u Centre Not Concentric to Ο/5 lš BOM/Route E Hardware Over/Under tolerance Temperature/Cure 
É эг | : | Cracks E Broken/Damaged u Inspection Incomplete Part Incorrect Weld 
| ; m Crushed/Crimped. Ш Burrs u instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
7 u m Cuffs Β Contamination Е Maintenance Part Moved 
im Heat Treat я Countersink mE Mislabeled Positioned Wrong 
|| Inspection Strip in Tube d Cut Too Short E Misread Power Loss/Surge || Other 
| Ripples in Bend ΕΗ Drill Holes m Offset | 
| | Torque Waves in Extrusion || Drawing u Out of Calibration 
| m Turning Sequence N Finish ασ Out of Sequence 


E Wave/Twist in Tube 
Η: аа Assurancelapproved QA/NCRWO Rev С 


| [Folio 


E Outside Dimensions 


Work Order I 1D 92687 


=92687* Pago 4 
November-07- 12 2:33: 10 PM 
Tem ID: D3391 -023 και *N annnan 4 ΠΤ Seta Start * М S 1 * 
Revision ID: E 
Item Name: Mid Tube Assembly Stop Ж N © 2 * 
Start Date: 11/07/12 Start Qty: 1.00 *4 * Cust Item ID: 
¡Required Date: 11/23/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
| SS C LS MP Е m Run Start x * 
Approvals: Process Plan: | | Date ____ Tooling: το... Date: М R 1 
Sto 
ос: Date __ SPC (YIN): Date: " *NR2* 
Sequence ID/ Operation == I Set Up/ od 2 ToolID Tool# Plan _ Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 - 0.00 А 
x14mx Skidtubes и 
Skidtubes Memo 0.00 d OA u 
SKidtubes 1-Open float bag holes as per dwg 
2-C'sink float bag holes as per dwg 
3- Prepare tube for welding 
4-Bond web in place as per Dwg 03391 & QSI 015. Dc 
Adhere for 12 hours) 17. fi 
AYR Sikaflex exp: / 423 5$ 55 / 2 б 2 
batch: 73 - 6-72 
NOTE:ENSURE WEB 1$ INSERTED IN AFT END OF TUBE 
150 QC5- Inspect part completeness to step on W/O 0.00 1 OAS | 
* * / O x AB =. 
AAN 1 2-12-07 NBA 
QU Memo 0.00 


Quality Control 


ООА: 
NCR: Yes i/ № WORK ORDER МОМ-СОМЕОВМАМСЕ / UPDATE 


QA Closed: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: , 

Water Jet 

Prod. Eng. Coor. 

Rec/Store/Packaging 

Composite Supplier 
Sign δι 


Root Description of work order update Initial Action 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


| 


FAULT E —FAULTCATEGORY | 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Engineering 
Quality 
Other 


Part No. 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


Landing Gear 


n Bending 


|| Centre Not Concentric to Ο/5 


м Cracks 


B Crushed/Crimped. 

a Cuffs 

E Heat Treat 

u Inspection Strip in Tube 
|| Ripples in Bend 

|| Torque Waves in Extrusion 
ΚΙ Turning Sequence 

u Wave/Twist in Tube 


General 
u Bend 
| |BOM/Route 
м Broken/Damaged 
u Burrs 
u Contamination 
N Countersink 
| Cut Too Short 
m Drill Holes 
| Drawing 
| [Finish 
| [Folio 


|| Grain 
u Hardware 


u Inspection Incomplete 
E Instructions Incomplete/Unclear 


E Maintenance 
m Mislabeled 


u Misread 
u Offset 


m Out of Calibration 
Е Out of Sequence 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulied 


| Other 


E Outside Dimensions 


work Order ID 92687 | *92687* 


Раве 5 


ὅσα D33910b — — Accept *Nonnnan1nn* Setup Start *NQ4* 


Revision ID: 
E 


; Sto 
| fem, Name: Mid Tube Assembly Р Ж М S 0* 
Start Date: 11/07/12 Start Qty: 1.00 大 1 大 Cust Нет ID: 
Required Date: 11/23/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
prc UN 1 I I | i : Run Start x * 
Approvals: Process Plan: Date: Tooling: Е Date: — — N R 1 
Sto 
ος: Date — SPC(YNk De P x МР2* 
Sequence ID/ u Operation Set U — τ ToolID Tool# Plan Accept Reject Reject Insp. pe 
Work Center ID Description Run Hours Code Qty Qty Number Stamp p 
160 : 0.00 ο 
* 4 an* І Skidtubes 
Skidtubes Memo 0.00 = ; σε: 
Skidtubes 1-Weld crossbolt spacer as рег dwg 03391 & QSI 004 Aff mia. Z BL А Z 
2-grind weld flush 7 
/2-/2-7 
igo | QC10- Inspect visual рег QSI004- ground welds 0.00 OAS 
ο 
E 2.3 τι te En © 
ac | Мето 0.00 š 
Quality Control 
180 ` ОС5- Inspect part completeness to step on W/O 0.00 Í 45 
55 
*4RN* 
ος Μεπιο 0.00 19 13 ΟἹ ü ao 
Quality Control 


ООА: Date: 
NCR: Yes / № WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

МСВ №. — — .»—  — | Work Огдег Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


a co OA Е 


FAULT АО | 
Landing Gear General 
Е Bending m Bend i Grain Ovalized Pressure/Forced 
| Centre Not Concentric to O/S || BOM/Route a Hardware Over/Under tolerance Temperature/Cure 
N Cracks g Broken/Damaged || Inspecticn Incomplete Part Incorrect Weld 
|| Crushed/Crimped. u Burrs Β instructions Incomplete/Unciear Part Lost/Missing Wrong Stock Pulled 
u Cuffs || Contamination E Maintenance Part Moved 
u Heat Treat RI Countersink | Mislabeled Positioned Wrong 
E Inspection Strip in Tube || Cut Του Short E Misread Power Loss/Surge E Other 
[o Ripples in Bend || Drill Holes m Offset 
E Torque Waves in Extrusion E Drawing NH Out of Calibration 
E Turning Sequence u Finish E Out of Sequence 


u Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| {Folio 


m Outside Dimensions 


ως κ 


-Work Order I 1D 926 
November-07- 12 2; 33: 10 EM 


87 


*92687* 


Расе 6 


D3391. -023 


*Nonnnan1nn*- 


Item ID: Accept Setup Start *N Q 1 * 
Revision ID: ` 
Item Name: Mid Tube Assembly Stop κ N s 2 κ 
Start Date: 11/07/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 11/23/12 — Req'd Qty: 1.00 *4* Customer: 
Reference: 

РЕН ΚΠΣ = == Run Start у * 
Approvals: Process Plan: . | Date Tooling: > Date: | |. N R 1 

Sto 

| ос: s Date SPC (Y/N): рав: КЄ P x NRO* 
Sequence ID/ | Operation I Set Up _ ToolID Tool# Plan Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
185 Pressure Wash рег QSI005 4.3 0.00 
«тас» d bor 
HandFinish Mema 0.00 l< ; cH |--O 
Hand Finishing AND REALODINE AS PER PAR09-043 
190 White Gloss(Ref:4.3.5.1) рег 051005 4.3-Alum 0.00 ML 
«19Η IX 
Pow dercoat Memo [0 pio 0.00 一 Rh Я Ho 
Powder Coating START TIME: I (> 

OVEN TEMPERATURE: _ -1 - $45 


yn \ NL 


*onn* 
QC 


Quality Control 


FINISH TIME: 
[| 7&9 


QC3- Inspect Part Finish 


Memo 


0.00 


0.00 


la 


DQA: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


| 
| 
| 


FAULT АО eee 


Work Order: ` 


Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Rework 
| Part Мо. : Scrap 
| Use-as-is 
| νην. C oS O OoOO Work Order Update 


Landing Gear 


| || Bending 


u Centre Not Concentric to Ο/5 


u Cracks 


| Crushed/Crimped. 

[8] Cuffs 

u Heat Treat 

Е Inspection Strip іп Тибе 
м Ripples п Bend 

|| Torque Waves in Extrusion 
u Turning Sequence 

m Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
и Вепа 
|| ВОМ/Воще 
u Broken/Damaged 
lš Burrs 
|| Contamination 
|| Countersink 
| Cut Too Short 
| {Drill Holes 
a Drawing 
| Finish 
E Folio 


u Grain 

u Hardware 

| Inspection Incomplete 

м Instructions Incomplete/Unclear 
® Maintenance 

u Mislabeled 


m Misread 
E Offset 


E Out of Calibration 
| Out of Sequence 
u Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


E Other 


Quality Control 


250 Identify as per dwg & Stock Location: 0.00 | 6 ро 
. 2 hh Ἐν 

*9RN* Sh, e- _ ob 5 

Packaging Memo 0.00 

Packaging 


"Work Order тр 92687 *92687* Page 7 
November 07-12 2: 33: 10 РМ 
Item ID: 3391-023 ёсер. х М ΟΩ 004 n 1 nn* Setup Start Ж N с 4 κ 
Revision ID: | f h 
“Item Name: Mid Tube Assembly Stop * N S 2 * 
Start Date: 11/07/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 11/23/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
φας a š БЫ Run Start % * 
Approvals: Process Plan: _ IRAN Date Tooling: Date: £ N R 1 
Sto 
QC: Date SPC (Y/N): Date: o P x NRO* 
Sequence ID/ Operation | 2 Set Up/ | Tool ID Tool # Plan Accept Reject Reject Insp. 6 2) 
Work Center ID Description Run Hours Code Qty Qty Number Stamp FE B 
230 0.00 
*0 2 Ω * HandFinishing Yes V | | 
HandFinish 000 МХ Ыы lo po M es 
Hand Finishing 1- press fit D3591-1 spacers using DT9416 starting from 0.500" À 
^^ 2-Install Inserts as per Dwg | 
x 
= 
240 ОС5- Inspect part completeness to step on W/O 0.00 DAS , 
«940» 15 ! | 
ος Memo 000 5-89 n АБ = ie 


ООА: Date: 
NCR: Yes,/ No WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS | 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No.. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


= =>“ 


FAULT | FAULTCATEGORY 

Landing Gear General . 
u Bending u Bend | Grain Ovalized Pressure/Forced 
u Centre Not Concentric to Ο/5 m BOM/Route a Hardware Over/Under tolerance Temperature/Cure 
Е Cracks || Broken/Damaged u Inspection Incomplete Part Incorrect Weld 
E Crushed/Crimped. || Burrs u Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 

(|, N Cuffs || Contamination u Maintenance Part Moved 
mW Heat Treat u Countersink м Mislabeled Positioned Wrong 

|| Inspection Strip in Tube || Cut Too Short u Misread Power Loss/Surge Е Other 
|| Ripples п Вепа Я Drill Holes м Offset 
m Torque Waves in Extrusion u Drawing Е Out οἱ Calibration 
u Turning Sequence м Finish м Out of Sequence 


я Wave/Twist т Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


|| Folio 


u Outside Dimensions 


+ \ 
$2 


»* οἱ 
TR 
: VIAWO (A λος, ‚sauna © 


(uo 四 


Prag м Αν Eo» ου O 
bS+£ аи 


ον σα) YZ © Отур ЖОЮ, 
p S k ЛУ 


RIMA vs 


| 3 дыы 


E ud 


"Work Order ID 


92687 


* * Pa 
ge 8 
November-07-12 2:33:10 PM 975687 
Item ID: D3391-023 Accept *N9000401 ΩΩ Setup Start *N S 4 * 
Revision ID: I * 
- Item Name: Mid Tube Assembly Stop ж N S 2 * 
Start Date: 11/07/12 Start Qty: 1.00 а Ке Cust Item ID: 
° Required Date: 11/23/12 Req'd Qty: 1.00 «1% Customer: 
Reference: 
A ας A A Run Start x х 
Approvals: Process Plan: Date: Tooling: = Date _ М R 1 
Sto 
ος: Date: SPC (Y/N): u Date P x NR?* 
Sequence ID/ Operation — SetUp/ TooliD Tool# Plan Accept Reject Reject Insp. Ἢ 
Work Center ID Description Run Hours Code Qty Qty Number Stam 
260 |: QC21- Final Inspection - Work Order Release 0.00 | 
«ОГ Aseni 
ος Μεπιο 0.00 i 


Quality Control 


ООА: Date: 


NCR: Yes! / No WORK ORDER NON-CONFORMANCE / UPDATE №, С 
| ОА Closed: Date: .... | 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 

Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 

; Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & | 1 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector E 


FAULT А САТЕбОВУ O O 
τ Landing Gear General 
° | m Bending и Bend . a Grain Ovalized Pressure/Forced 
: αι Centre Not Concentric to O/S Ш BOM/Route E Hardware Over/Under tolerance Temperature/Cure 
| | | Cracks E Broken/Damaged || Inspection Incomplete Part Incorrect Weld 
| и Crushed/Crimped. lš Burrs u Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
| κ Cuffs u Contamination Е Maintenance Part Moved 
| || Heat Treat u Countersink E Mislabeled Positioned Wrong 
E Inspection Strip in Tube u Cut Too Short Ш Misread Power Loss/Surge E Other 
| Ripples in Bend A LU Е Drill Holes @ Offset 
Β Torque Waves in Extrusion || Drawing N Out of Calibration 
m Turning Sequence Bm Finish Β Out of Sequence 


m Wave/Twist in Tube 
H:/FORMS/Quality Assurancelapproved QA/NCRWO Rev G 


м Folio 


u Outside Dimensions 


BN occ т оо. O 


. 


Кее КУЧ |. ER 
-Picklist Print 
November-07-12 2:33:10 PM 


/orkiOrder ID: 


meo 


ο 


E: arent Item Name: 


"m uM 
Comments: 
x D 


92687 
D3391-023 Start Date: 11/07/12 
Mid Tube Assembly Start Qty: 1.00 


IPP A05.10.20New Issue KJ/EC 
IPP B06.02.10ECN773 dwg rev.D EC 


IPPC 07.03.20 rev F dwg EC 
IPPD 07.03.28  re-format EC 
IPPE 07.10.31 есп 1053P EC 


IPP Rev:F ЕСМ 1056 07-11-13 DD verified by: EC 
IPP Rev:G 08-09-08 new process (есп 08-510) DD verified by:EC 
IPP Rev:H 08-09-10 revH as perdwg DD verified by:EC 


Required Date: 11/23/12 
Required Qty: 1.00 


eg 


3391-021 
Ewd Tube Assembly 


IPP Rev: І 08-11-13 Removed steps per w/o, ОС KJ verified by: ес IPP Rev:J add in seq 140 
ae expire date &b# sikaflex DD 10.02.17 verified by:EC τον, πο 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof Qtyon Qty per Kit Total Qty Date Status 
: ame Item ID Purch Item Location Location Seq ID Measure Hand Qty ssued Issued 
| I Manufactured No x 60 Each 5000 —— 1 5 P 
‘abe Extrusion / <. Z= (2 
Location Loc Ot Loc Code 
HALL 157 = 
50251 3 
82373 _ 57 
| 
АГА Manufactured No 100 η 0.0000 
Manufactured No 140 Each 7.0000 
Location Loc Qty Loc Code 
LG 


Я 
8 4 
86687 3 


Я 
кз 
#45 


ООА: Date: 
| Yes / No WORK ORDER NON-CONFORMANCE / UPDATE ? 
| ОА Closed: Date: 


NCR: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

NCRNo. o | Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign δι 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification ОС Inspector 


ESA NES “зл ee] 


y TeaTS O CATEGORY 
Landing Gear General 
|| Bending Е Вепа a Grain Ovalized Pressure/Forced 
u Centre Not Concentric to O/S Е BOM/Route u Hardware Over/Under tolerance Temperature/Cure 
| [Cracks iz ο ος Е Inspection Incomplete Part Incorrect Weld 
u Crushed/Crimped. a Burrs u Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
| м Cuffs | Contamination m Maintenance Part Moved 
m Heat Treat E Countersink Β Mislabeled Positioned Wrong 
m Inspection Strip in Tube || Cut Του Short m Misread Power Loss/Surge | Other 
|| Ripples in Bend || Drill Holes κ Offset 
|| Torque Waves in Extrusion E Drawing u Out of Calibration 
| Turning Sequence || Finish m Out of Sequence 


|| Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


E Folio 


| Outside Dimensions 


7Picklist Print — 
November-07-12 2:33:10 PM 
I gf a me ЕЕ αν ο» = "—— == Е В 
Work Order ID: 92687 
Parent Item: D3391-023 Start Date: 11/07/12 Required Date: 11/23/12 
Parent Item Name: Mid Tube Assembly | Start Qty: 1.00 Required Qty: 1.00 
i Manufactured - No 160 Each 18.0000 5 5 
xs 6002-07 
Location Loc Qt Гос Code & 92 Z2Z x^ 
LG 8 | 
80361 1 
87611 7 
15001 10 
68958 2 
69893 2 
71845 2 
74874 1 
| 76004 1 
: : 2 м, | 
D3591-1 Manufactufe No Each 39.0000 2 
Bushing E = — 
Location ос Loc Code 
FP 5 
80377 
82027 1 
57059 34 ， 
57350 1 
83237 33 
M C ο у a Purchased No 230 Each 389.0000 20 4 | 20 | | 
In д. AA макака: 
NSA S : Í AY413605 
i AWS A 0 5 д. \ > O м \ G Location Loc Oty Loc Code 
ST280 205 Y tO 
119084 116 
120671 89 
ST281 44 
120807 36 
120837 8 
ST282 140 
121269 140 
November-07-12 2:33:10 PM  _ CHRIS Shop Packet Print Mog | Раре 2 


y 
| | ООА: Date: 
NCR: Yes, / No WORK ORDER NON-CONFORMANCE / UPDATE š 
| 
8 
ег: 


ОА Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Rework Skid-tube Crosstube Water Jet Engineering 
Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action ` Sign & 
Cause Date Step í Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


[Па ATEO | САТЕСОКУ 
Landing Gear General 

Β Bending u Bend | Grain Ovalized Pressure/Forced 
| E Centre Not Concentric to O/S ΒΗ BOM/Route u Hardware Over/Under tolerance Temperature/Cure 
| a €racks || Broken/Damaged || Inspection Incomplete Part Incorrect Weld 

Я Crushed/Crimped. B Burrs E Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
.| сив . | [Contamination | [Maintenance Part Moved 
! m Heat Treat u Countersink E Mislabeled Positioned Wrong 

u Inspection Strip in Tube u Cut Too Short α Misread Power Loss/Surge a Other 

EU Ripples in Bend u Drill Holes u Offset 

u Torque Waves in Extrusion Eu Drawing Β Out of Calibration 

m Turning Sequence || Finish a Out of Sequence 


m Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


u Folio 


Nm Outside Dimensions 


03391-01141 
FWD TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 


MS27039C4-12 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
4PL 


D3391-013 


TRANSFER DRILL THRU MID TUBE ASSEMBLY 


03391-011 OPEN TO 


0.438 0005 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-015 


P AFT TUBE ASSEMBLY 


RER 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


04095-051 WEARSHOE 
WEARSHOE 80.50 A ай ES D4095-047 
REF 4PL [52 WEARPAD 
ALA A REF 
AN3C4A BOLT (1) ΔΝ 
ο AN960C10L WASHER (1) f ER c 
4 PL 
D4095-041 WEARPAD 
AN3C6A BOLT 
| WEARSHOE — 04095-045 АМЗСАА BOLT (1) ANSCEA BOLT. AN960C10L WASHER REF 
| WEARSHOE AN960C10L WASHER (1) — AN960C10L WASHER p 
| ΔΝ 20Ρι. 6 PL 
| AN3C7A BOLT 
| A AN960C10L WASHER 
| AN 4PL 
| НОРА. D3391-041 ASSEMBLY REMOVE GASKETS AND REPLACE ALL WEARSHOES; 
| SHO? +. PARTS LIST UPDATE, ZN AB-1, ZN AB-2, ZN A6-4, 
| TE ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, 
| ВЕТ, | | ZN ασ. ZN A3-2, REMOVED INSERT AELS-1032-130, | ХОР | 11.10.13 
| ENGINE t ZN 86-4, 82-4, C7-8, C3-8; REMOVED HOLES, ZN 06-4 
| i E ZN D2-4, ZN D7-8, ZN D3-8 
TRI C EA DRAWING UPDATED TO CURRENT STANDARDS. 
X Я 
| 03391:041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST UNCON ro va E L E А $ Е SHT 1 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM 
BCP TOs. a Ὅν’ WAS 4 PL. ADDED 0.499 DIM AND 03591-1 BUSHING. 
Б š SUBJE: . Й|2д11-11- 04 bz H | SHT 2 PL ADDED 03591-1 BUSHING. ZN C6 20.438 pim | AJS | 08.08.20 
i ART NUMBER | DESCRIPTION WITHOL . κ ως WAS 4 PL. ADDED @0.499 DIM AND D3591-1 BUSHING. 
| А sna tet db š (FOR FURTHER INFO SEE DSI 9364 & NCR 08-074) 
! D3391-041 FLOAT SKIDTUBE ASSEMBLY Wt δ Σο > ML = REPLACE NAS INSERTS W/ AELS INSERTS 
τς 53391011 FWD TUBE ASSEMBLY 6 ALO ( _ G | SWITCH TO D3670-XXXX SPACERS FOR INSTALLING | ОС | 07.07.31 
Е τα 03391013 - MiD TUBE ASSEMBLY NO. 4- \\ 2; | | FLOAT BAGS, DWG REORGANIZED FOR CLARITY i 
p 3391-015 AFT TUBE ASSEMBLY SENERAL NOTES ADD SS WEARSHOE, GASKET PH | 07.01.48 
Bod F | REMOVE FWD SADDLE HOLE -011/-021 a: 
| 2 103591-1 BUSHING 1). FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 CHANGE TOLERANCE, EASE MANUFACTURE BAT 080422 
| — а WASHER z POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 Zi E UPDATE TOLERANCE, "CHANGE HOLE SIZE PH 06.01.23 
E TERN D4095-041 WEARSHOE 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS. PROCYON" : SE 
|| ¡1 [04095-043 WEARSHOE AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. C | LENGTHEN АРТ EXTENSION РН: 05:09:27: 
| | i 4095-045 WEARSHOE 3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED B | DRAWING UPDATES PH | 05.06.10 
pium το απο M — 4) UNITS: INCHES UNLESS OTHERWISE NOTED A | NEWISSUE PH | 05.02.07 
| | i ТЕТЯ WEARSHOE | 5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES REV. DESCRIPTION BY DATE 
. СВОВЕ AS NOTED 
лу! wass E ] WHERE INDICATED, CORE AS NOTED AND INSTALL INSERTS EXCEPT DART АЕКОЗРАСЕ USA, INC 
I AN3C6A BOLT 6) FIT 4096-041 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH DRAWN XD) KENT. WA 
του APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND АЕТ HOLES AND DRAWING NO. REV. | 
Ц ANO60C10L WASHER TRANSFER DRILL 20.50 HOLES FROM SADDLE TO 4095-041 03391 SHEET1OF8 
上 MS27039C4-12 _ | SCREW 7) FIT D4095-043 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH APPROVED TITLE 
AN960C416L WASHER THE APPROPRIATE HAROWARE AND SPACERS IN FORWARD AND AFT HOLES AND 


4 PL 


D4095-043 


TRANSFER DRILL @0.50 HOLES FROM SADDLE TO D4095-043 


DE APPR. 


412 FLOAT SKIDTUBE 


COPYRIGHT @ 2005 BY OART AEROSPACE USA, INC 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THATIT IS 
NOT TG ВЕ USED FOR ANY PURPOSE Ой COPIED OR COMMUMCATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA, INC. 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 
D3391-021 
FWD TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-021 OPEN TO MID TUBE ASSEMBLY AFT TUBE ASSEMBLY 


о. 
90.438 0,00 


4206 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
03391-023 WEARSHOES 


D3391-025 


D4095-051 
WEARSHOE 20.50 
REF N к. 


AN3C4A BOLT 


A 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 
EAL SID ΟΕΕ ASSEMBLY PARTS LIST. 


QTY | PART NUMBER DESCRIPTION 1) 
23 | 
X __103391.083 [FLOAT SKIDTUBE ASSEMBLY i 2) 
i | р 
i D3391:021 | FWD TUBE ASSEMBLY | 
+: 03391-023 | MID TUBE ASSEMBLY 3) 
1 163391:025 AFT TUBE ASSEMBLY i; 4) 
i 5) 
21035911 | BUSHING 
1: D4095-041 | WEARSHOE 
11 D4095-043 TL WEARSHOE 
1 04095-025 WEARSHOE 6) 
1 04095-047 | WEARPAD 
1 | D4095-049 | WEARPAD 
1 | D4095-051 WEARSHOE 7) 
! 
4 — ! АМЗС4А [вост 
O BOLT 


BOLT 


| ANSEOCIOL ` 


TRANSFER DRILL THRU 
03391-021 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


D4095-045 
WEARSHOE 


x a 8 y I a 5 сш: A 
AN960C10L WASHER X 04095-041 
4PL WEARSHOE Е 


GENERAL NOTES 


20.50 
[75 ES 04095-047 
4 PL 


WEARPAD 


REF 
I= D4095-043 ΔΝ 


WEARSHOE AN Е 


AN3C6A BOLT WEARFAD 
AN3C6A BOLT AN960C10L WASHER ВЕР 
AN3C4A BOLT AN980C10L WASHER TER ΔΝ 
AN960C10L WASHER 6 PL 


AN3C7A BOLT 
AN960C10L WASHER 
4PL 


20 PL 


03391-043 ASSEMBLY 


FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 


POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 PS 
COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" με LEASE 
AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 3 
TOLERANCES: PER DART QSI 018 UNLESS. OTHERWISE NOTED U | 
UNITS: INCHES UNLESS OTHERWISE NOTED 201 -1- 04 


USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. С'ВОВЕ AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED, 

FIT D4095-041 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 


DART AEROSPACE USA, INC 


KENT, WA 
FIT 04095-043 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH р [DRAWING no. REV. | 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND MFG. APPR. NN D3391 SHEET2 OF8 
TRANSFER DRILL 20.50 HOLES FROM SADDLE ТО 04095043 Q (ТТЕ SCALE 
-- DE APPR. A 412 FLOAT SKIDTUBE NTS 
COPYRIGHT ® 2005 BY DART AEROSPACE USA, INC 
таз DOCUMENTS PRIVATE Aro CONFIDENTIAL AND IS SUPPUSD Он TUE EXPRESS Сомон MATT 
NOT TO BE USED FOR ANT PURPOSE OR COMED OR GOABRIMEATED BO ANY OTHER PERSON UOT 


WRITTEN PERMISSION FROM DART AEROSPACE USA, DIE. 


30.1 
DIST ТО CENTER ОЕ BEND 


6.8+0.25 


ae | eh асу 


33.2 
REF 


DISTANCE TO 
TANGENT POINT 


D3391-1 CUTTING DETAIL D3391-011/-021 BENDING DETAIL 
Е (МАКЕ FROM 06013-047 SKIDTUBE MATERIAL) (MAKE FROM D3391-1) 


83.750 R0.031 i 3007 506 
REF 


23.750 
ВЕР 


+0.025 (23.460 


3.590 
| 23.460 ‚2.010 
| БЕР 3.460 23.750 
| ВЕР 
| " -429*0.040 
| 55 se 0.687000 ж. 429029 
B f SECTION A-A SECTION B-B SECTION С-С N B 
| SCALE 2X SCALE 2X SCALE 2X 


JELEAS EL 


p a 1-04 


VIEW ZZ 
SCALE 2X 


SHEET3 OF : 


eS P [me SCALE 
ΓΕΝΝ [DE APPR. E] —H- | 412 ΕΙ ΟΑΤ SKIDTUBE 


ОАТЕ COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
ЕЛШЕМ гә CONTENT, ANDE азир ON IE EXPRESS OROTAN ATT 
OTT BE USED Кон aso pe OR COP TED TO ANY OTHER PERSON WHOL 

WRITTEN PERMISSION FROU DART AERQSPADEISA, wC 


20.000 
5 EQ. SPACES 
4.000 PITCH 


2.79 


DRILL #4 (20.209) 
4PL 


4.000 
2.000 


DRILL THRU 21/64" (60.328) 
9PL 

CSINK 90.438 x 45° 

(BOTH SIDES) 


20.640 


DRILL 90.297 
10 PL 


03391-011 DRILLING DETAIL 
— M SEDAN, 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 

PRIOR TO PAINTING 


INSTALL. 
AELS-1032-225 
AFTER FINISH 
10 PL 


DETAIL D 


D4095-051 
WEARSHOE 


D3391-011 ASSEMBLY DETAIL 
ADS MOE Y DETAIL 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 
ELV PARTS LIST. 


PART NUMBER | DESCRIPTION - 1 


D3391-011 
D3391-021 


FWD TUBE ASSEMBLY 
FWD TUBE ASSEMBLY J 


D3401-041 
D3670-4200 


TOW CAP 


2a 


D4095-051 
D6013-047 


AN3C4A 
AN960C10L 
AELS-1032-225 


WASHER 
INSERT 


7.25 


А 


AN3C4A BOLT 
ANS60C10L WASHER 
6 PL 


----- (DISTANCE TO FWD 
SADDLE HOLE, REF) 


SIKAFLEX-241/-291 


DRILL #4 (90.209) 
4 PL 


DRILL THRU 21/64" 


C'SINK @0.438 x 45° 
(BOTH SIDES) 


INSTALL D3670-4200 SPACER 
SEAL WITH МАСМОВОМО 5398 


PRIOR TO PAINTING 


DETAIL О 


SEAL WITH 


4 PL 


D3401-041 

TOW CAP 
DETAIL O 
SCALE 2X 


8.000 


0.500 


(90.328) 
4ρι 


30.640 


DRILL 80.297 
10 PL 


D3391-021 DRILLING DETAIL 


GRIND FLUSH 
4PL 


INSTALL 
AELS-1032-225 
AFTER FINISH 
10PL 


D4095-051 
WEARSHOE 


A 


AN3C4A BOLT 
D3672-1 WASHER 
AN960C10L WASHER 


ESA 
furs. APPR | AR 


D3391-021 ASSEMBLY DETAIL 
ee eA 


7.25 
(DISTANCE TO FWD 
SADDLE HOLE, REF) 


AN3C4A BOLT 
AN960C10L WASHER 
6PL 


ELEASE| 


ο. -H- 04 


DART AEROSPACE USA, INC 


KENT, WA 


DRAWING NO. 
D3391 


REV. | 
SHEET4 OF 8 


[areroveo |) 


DATE 1110,13 


foEAPPR. | ЯР |412 FLOAT SKIDTUBE 


TITLE 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 

P TANTE 

TROT κε USED ER a AR EOM TAL AND tS SUPPLIED ON NE DOMES сонртон 
{WRITTEN PERMISSION FROM OART AEROSPACE USA INC. 


ο. 70090 10 


КЕРЕК ТО 
DETAIL К 


| DISTANCE ΤΟ } Š 

|| FWD END oF Ed] 
т D3389-1 WEB 

i 4.94 


0.50 END OF WEB 
σος 
X 4.19 
DETAIL E ӨР]. КЕР 
БЕРД DRILL THRU 21/64" (20.328) DETAIL К 
CSINK 20.438 X 45° (BOTH SIDES) 3391-013 ASSEMBLY DETAIL 7 SCALE 4X 


SCALE 4X 


(BOTH ENDS) REMOVE 0.225 

FROM TOP AND BOTTOM 

TO 3.800 

(0.7 FROM BOTH ENDS) 

DRILL 20.297 * 
і INSTALL AELS-1032-130 INSERT REMOVE 0.030 
H ner FINISH FROM TOP AND BOTTOM 
TO 3.610 
! SECTION G-G SECTION H-H 12 PL SECTION X-X DRILL 20.297 SECTION Y-Y 
SCALE 5X SCALE 5X SCALE 5X INSTALL AELS-1032-130 INSERT SCALE 5X 


D3391-913 МЮ TUBE ASSEMBLY PARTS LIST 


REFER TO €. 
DETAIL J 


DISTANCE TO 


12PL 


WELD INTO PLACE 
& GRIND FLUSH 


INSTALL 
D3681-1 SPACER 


MS27039C1-09 SCREW 
D3672-1 WASHER 
AN960C10L WASHER 
AFTER FINISH 

4PL 


DESCRIPTION 


MIO TUBE ASSEMBLY 


as 


[1 [02500 


-1-100 EXTRUSION 


WEB 


_[ 63672 


ЗЕСПОМ М-М PRILL ж SECTION LL-LL 


-1 “| WASHER 


WASHER DETAIL Е SCALE 5X SCALE 5X 


SPACER SCALE NONE 


ALS 4-428-165 


INSERT 


AN960C10L WASHER 
ANDOOCAIOL — — [WASHER DART AEROSPACE USA, INC | , 
MS27039C1-09 — | SCREW RS DRILL 20.391 KENT, WA 
| 4  [wS27039C4-08 — |SCREW INSTALL ALS4-428-165 INSERT REV. 1 
| ως мези SHEETS оте 


APPROVED 


; 03391-013 MID TUBE ASSEMBLY AN960C416L WASHER 

| Ü MATERIAL: MAKE FROM D2500-1-100 EXTRUSION AFTER FINISH Pu Е - 
2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 4PL SECTION L-L DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 

; 8) WELDING: PER DART QS! 004 SCALE 5x 'RGTTO be USED FOR ANT О OR COPEN OR Gaza MENO TO an ODER PERSON DUE 


WRITTEN PERMISSION FROMOART AEROSPACE USA, DHE. 


A 


62.500 
50.500 


10.500 


DISTANCE TO REFER TO 


FWD END OF 


03389-1 WEB $ DETAILS 


4.94 


А DISTANCE ТО 
Y | x END OF WEB 
REFER TO 4.19 


x - DETAIL K REF 
š DETAIL K 
SEAL DRILL THRU 21/64" (20.328) SCALE 4X 
SCALE 4 CSINK 30.438 X 45° (BOTH SIDES) 
5 PL 


D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) REMOVE 0.225 
FROM TOP AND BOTTOM 
ΤΟ 3.800 
(0.7 FROM BOTH ENDS) 


INSTALL 
D3681-1 SPACER 


DRILL 20.297 
INSTALL AELS-1032-130 INSERT REMOVE 0.030 


AFTER FINISH FROM TOP AND BOTTOM 
TYP TO 3.610 


SECTION G:G SECTIONH-H = SPL SECTION X-X SECTION Y-Y 
SCALE 5X SCALE 5X SCALE 5X SCALE 5X 


3391-023 MID TUBE ASSEMBLY PARTS LIST Ü E L Е А $ Е 
PART NUMBER DESCRIPTION 
[їп -f- 01 


D3391-023 MID TUBE ASSEMBLY 


D2500-1-100 ^ | EXTRUSION 
D3389-1 WEB 


AELS-1032-130 INSERT 


REV. | 


: : MFG.APPR | ^M SHEET6 OF 8 
D3391-023 MID TUBE ASSEMBLY 
1) MATERIAL: MAKE FROM 02500-1-100 EXTRUSION | 
2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 РЕВ 051 015 [A 412 FLOAT SKIDTUBE SER 
3) WELDING: PER DART QSI 004 ОНТ 2005 BY DART AEROSPACE USA, NG. 5 


TS DOCUMENTS, Ао 
nor Е POR atv PJU OS OA COPAS CRC TOTO RTE 
WRITTEN PERGMISSION FROM DART AEROSPACE USA, INC. 


ы 


ВЕР 


VIEW BB-BB 
SCALE 4X 


i 1.52619 209 ШЕ 
| 


3.300 23.500 2 
i 


SECTION AA-AA 
SCALE 6Х 


__ 36.435 
ТО ТАРЕВ 
ΜΑΟΗΙΝΕ ΟΟΝΘΤΑΝΤ 
TAPER FROM 93.750 
TO 23.200 


DIST ТО СЕМТЕВ ΟΕ ВЕМО 


88.93 — 


03391-3 AFT DRILLING AND CUTTING DETAIL 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


> 0.200 — |- ose? 
23.000 i 23.000 
3.300 REF 3.520 БЕР 
@3.750 №: bw 93.750 
123.750 REF 
REF REF R0.062 
SECTION N-N SECTION P-P SECTION Q-Q 
SCALE 6X SCALE 6X SCALE 6X 


0.013 


DRAWN 


0.400 
DETAIL V 


DESIGN 


CHAMFER 
30°X0.060 DEEP 


DRILL #4 (20.209) 
2PL 


DETAIL V 
SCALE 6X 


23.000 
ВЕР 
N 23.750 83.200 


REF 


SECTION R-R 
SCALE 6X 


[ү LEAS ED 
200-11- 04 


AEROSPACE USA, INC 


KENT, WA 


VIEW W-W 


CHECKED 
SCALE 4X 


DETAIL S 
SCALE 4X 


DATE 11.1013. ner 


tm NO. REV. 
SHEET7 OF : 
SCALE 


COPYRIGHT © 2005 BY DART AEROSPACE ΞΕ ЗА. INC 


R30.0+2.0 


36.000 
— 9 EQ. SPACES 
4.000 PITCH 


TANGENT POINT 


— 


4.2+0.25 


(ВОТН SiDES) 


4 3 i 2 1 


4.220.285 


Г D 


DRILL THRU 21/64" (20.328) 


у 
= —-— 十 - - 一 
D E 
I u 
709 人 DRILL THRU 21/64" (20.328) | 
E 14 PL 
E REF DRILL 80.297 
DISTANCE BETWEEN HOLE AND 22 PL COINS 0 48 X ав 


53.7 


TANGENT POINT 


“PL 
әл REF e CSINK 00.438 X 45° 
DISTANCE BETWEEN HOLE AND (BOTH SIDES) 


~ 53.7 


D3391-015 BENDING AND DRILLING DETAIL 


(SEE CBORE DETAIL BELOW) 
INSTALL 03670-4200 SPACER 
SEAL WITH МАСМОВОМО 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


DETAIL Т 


| (ΝΟ CBORE) 
| 
1 
| 
[ 4 
| aan D4095-047 
D3391-015 ASSEMBLY AND CBORE DETAIL WEARPAD 
(SEE TABLE] AN3CSA BOLT ZA 
i AN960C10L WASHER AN3C4A BOLT 
! 4PL АМ960С101 WASHER 
E 4 PL 
| 03391-015-025 AFT TUBE ASSEMBLY PARTS LI 
ATY- | QTY- | PART NUMBER DESCRIPTION 
015 | 025 
x [B3301.015 AFT TUBE ASSEMBLY 
| 03391-025 AFTTUBE ASSEMBLY 
В — J 
1 
i j [02546 АЕТ САР 
14 4 036704200 SPACER 
2 2 [036721 WASHER 
| 1 _|D4095-049 WEARPAD 
1 1 | D4095.047 WEARPAD ] 
IA] T [5614550 AFT TUBE Ν 
14 14 | AELS-1032-130 INSERT ( 7 ` 
в 8 AELS-1032-225 INSERT 
ШЕ ALS4-428-165 INSERT SECTION YU 
[ e 8 | АМЗСЗА BOLT SCALE 3X 
4 4 ΓΑΝΑΟΡΑ BOLT 
[ 16 10 "| ANSEOCIOL WASHER 
E = jx 
СВОВЕ HOLES MARKED CB1-C84 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 
HOLES [QTY QTY CBORE PIN 
MARKED | 03391-015 | 03391-025 
[cet 8 8 20.430 X 0.170 | AELS-1032-235 
СВ2 20.430 X 0.170 | AELS-1032-130 
20.430 0.040 | AELS-1032-130 
] NONE AELS-1032-130 
| 
| 8 7 6 5 


D3391-025 BENDING ANO DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


DETAIL Т 


с 
(ΝΟ CBORE) 
D4095-049 
WEARPAD D4095-047 
WEARPAD 
c 
ANOGOCTOL WASHER AMIAABOLT ΖΝ 
AN960CTOL WASHER 
4PL 
4PL 
3391-025 ASSEMBLY AND CBORE БЕТА L 
(SEE TABLE) 
02646 AFT CAP 
SEAL WITH 
SIKAFLEX-241/-291 B 
DRILL 20.391 
CBORE 80.516 x 0.040 DEEP 
INSTALL ALS4-428-165 INSERT 
4PL 
AN3C4A BOLT 
D3672-1 WASHER 
AN960C10L WASHER 
SECTION cece eieae” 
SCALE 3X H Ë = | 
DART AEROSPACE USA, INC 
KENT, WA A 
SCALE 
NTS 
COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
Teas CUE яма ANO CONTENTA MIDE SUBO et να E Co татат; 
р μας 
А 
4 2 1 


ab 


ie 


NO. 205 


AWS 17.1.2001 


QUALIFICATION TEST RECORD 


Name: Е Δι A 
Job +: 


` Part #: Sn -©\> n aes 


Description: 
Welding Proc 


HAS — σαν 
ess: Tigl y Miel ] 
Base materiel: IN AA NT ыа СУУ 


Current: AC[LY ОСІ ] 


TEST REQUIREMENTS AND RESULTS 


Visual: pass 
Incomplete Penetration: ° pass[~] 
Incomplete Fusion: ρας5[υ] 
Cracks: ` pass] 
Overlap (cold lap) passi 
Undercut: | passi" 
Pin holes: | pass[ 4 
Porosity (surface): _ pass[ Y 
Coloration: | pass["1 
Burn through: pass[ 


| 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


failf ] 


fail[ ] 


failf ] 
{ащ ] 
fail ] 
fail[ ] 
fail[ ] 
fail[ ] 
fail[ ] 
fail[ ] 


Date of Test Coupon. ¡20-01 


Date of Test Coupon /2-/0- -g A 


 HNFORMSProductionapproved.prod. Welding Coupon.Rev.A . - 
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